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Description 

FIELD OF THE INVENTION 

[0001] The present invention relates to a novel injec- 5 
tion mold, injection molding machine and an injection 
molding method for producing over-molded articles that 
can be made of one or more moldable materials. The 
invention is suitable for use with plastic resins, but can 
also be applied to glass, ceramics, powders or to com- io 
binations of them. 

BACKGROUND OF THE INVENTION 

r0002l Mflehinfl.Q flnH mnlHc for nm^noino 4K 
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molded plastic articles of two or more layers of one or 
more different resins are well known. Such composite 
articles can be used in a wide variety of applications. 
Multi-materials can include materials with different 
molding properties, such as PET and PEN, the same 20 
material with various additives such as dyes, or combi- 
nations of these. For example, mu ItMayer multi-material 
articles which are injection molded include the keys 
used in personal computer keyboards, wherein the in- 
dicia of the function assigned to the key is formed from 25 
a different colored material than the remainder of the 
key and components such as multi-colored lenses used 
for the stop and turn signal indicator lights in automo- 
biles. 

[0003] Another common use is in the manufacture of 30 
multi-layer, multi-material articles for the packaging of 
food wherein, for example, U.S. FDA regulations require 
that only virgin plastic materials be employed in loca- 
tions which contact the food. Generally, it is desired to 
reduce the amount of virgin material which is employed 35 
in such packages for both environmental reasons 
(wherein it is preferred to use recycled materials) and 
for cost reasons (as virgin material is more expensive 
than recycled plastic materials). Accordingly, multi-layer 
multi-material packages have been produced which in- *o 
elude a first, thin, layer of virgin plastic material which 
contacts the food and a second, thicker, layer of recy- 
cled or otherwise less expensive material which is lam- 
inated to the first layer during injection molding to pro- 
vide strength to the package. 45 

[0004] One area where such multi-layer packaging is 
employed is in bottles and other vessels manufactured 
from PET or other materials. PET bottles and vessels 
are commonly blow molded from "preforms" in a well 
known manner, the preforms having been manufactured so 
by injection molding to form a thread on the neck portion 
of the bottle to receive a bottle closure. It is known to 
form a multi-layer preform of PET, the inner most layer 
of which is virgin plastic and at least some portion of the 
remainder of the preform being recycled plastic materi- 55 
al. In such cases, when the bottle or vessel is blow mold- 
ed from the preform, the virgin material forms a contin- 
uous inner layer within the vessel and the recycled or 



other material surrounds the outside of the inner layer 
to increase the overall strength of the vessel to an ac- 
ceptable level. 

[0005] In other circumstances, the layers employed in 
multi-layer articles can have properties other than, or in 
addition to, being different colors and virgin and recycled 
materials, for example layers can have different chem- 
ical properties, etc. Also, more than two layers can be 
employed, if desired. It is known, for example, to pro- 
duce a multi-layer preform for blow molding PET bottles 
and vessels wherein a layer of barrier material is located 
between the inner layer of virgin material and the recy- 
cled material, the barrier layer inhibiting take-up of C0 2 
gas from carbonated beverages stored in the blown bot- 
tle by the PET maieriais behind the barrier. 

[0006] Various systems and techniques for molding 
multi-layer, multi-material plastic articles are known. 
Generally, such systems are based on either co-injec- 
tion, over-molding and/or insert-molding systems. In all 
co-injection methods, the mold remains closed until the 
cavity is filled by the injection of two or more plastic ma- 
terials into the cavity, either simultaneously or sequen- 
tially. 

[0007] In sequential co-injection, a measured amount 
of a first material is injected into the cavity and an 
amount of a second material is then injected into the first 
material within the cavity. Due to a "skin" effect, the first 
material maintains its contact with the cavity walls and 
the second material pushes the first through the cavity, 
such that the materials fill the cavity with the second ma- 
terial sandwiched between inner and outer layers of the 
first. 

[0008] In simultaneous co-injection, both materials 
are injected into the cavity at the same time, for at least 
part of the injection operation, and the differing viscosity, 
skin effects and other characteristics of the materials 
and the injection process result in the desired formation 
of layers of the materials within the cavity. 

[0009] In the majority of co-injection methods, the ar- 
ticle is made of maximum three different materials dis- 
playing different characteristics or/and functions. For 
example, one material can be a virgin resin, the second 
one can be a recycled version of same or different resin 
and the third can be a chemical barrier layer (such as 
EVOH, Nylon®, MXD6®) formed between them, or as 
a first layer. In common applications using two materials, 
an article can be formed having three or five layers 
(2M3L or 2M5L). If three materials are used, the article 
can have either three (3M3L) or five layers (3M5L). 
[0010] Sequential co-injection systems for preforms 
are discussed in U.S. Patent 4,781 ,954 to Krishnakumar 
et al. and U.S. Patent 4,717,234 to Schad et al.. A more 
recent co-injection system, shown in U.S. Patent 
5,582,788 to Collette et al., shows the use of a turret 
injection molding machine for co-injection which allows 
for improved cooling of molded articles. 

[0011] US patent 5,573,791 describes an apparatus 
in which multiple resin layered parisons are formed. In 
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this document, individual resin layers are injection mold- 
ed in sequence and the formed parisons are transferred 
to cooling and molding stations by an axially and later- 
ally indexing platen 

[0012] Simultaneous co-injection systems for pre- 5 
forms are discussed in several U.S. Patents, such as 
those assigned to American National Can. Of interest in 
this regard is U.S. Patent 5,523,045 to Kudert et al. 
which shows a multi-material co-injection nozzle design 
suitable for multi-layer preforms. to 

[001 3] An innovative mold design capable of perform- 
ing either simultaneous or sequential molding is de- 
scribed in EP-A-0 688 652 to Bertschi et al. and as- 
signed to the assignee of the present invention. This ap- 
plication shows the first mold design wherein hot runner *5 
injection nozzles are located on the opposite sides of a 
cavity to inject two or more different resins. This ap- 
proach simplifies the mold and allows for injecting into 
cavities which are arranged in a more compact, denser 
manner, as the nozzles for a single cavity are not on the 20 
same side of the mold. 

[0014] While conventional co-injection methods offer 
some advantages as they use a single cavity and all the 
injection units are on one side of the injection molding 
machine, they also have several significant drawbacks. 25 
One of them is that it is difficult to obtain continuous and 
uniform layers of the different materials as they interact 
in a complete molten state and proper metering of the 
materials is often difficult. This is especially true when 
three materials are to be injected. Further, the mold de- 20 
sign and the hot runner design become very complicat- 
ed as a single manifold or a single nozzle must be able 
to work with different materials having different process- 
ing parameters. These problems are further exacerbat- 
ed for high cavitation molds, such as 48 or 96 cavity 35 
molds. Another difficulty is cooling, wherein thick articles 
require longer residence time in the mold close position, 
which affects the cycle time. 

[001 5] Some of the disadvantages of the co-injection 
systems are overcome by over-molding systems, where *o 
each injection operation is performed in a different mold 
cavity. Generally, the first injection operation is per- 
formed in a mold cavity to create the first layer of an 
article and the cavity is then changed to increase the 
volume and, commonly, to alter the geometry of the cav- 45 
ity space. Usually this is accomplished by changing the 
cavity and using the same core that holds the molded 
article. A second molding operation is then performed 
with the first layer of the article, which is retained by the 
core, being placed in the changed cavity. During the sec- 50 
ond injection the new molded material bonds to the pre- 
viously molded layer in the mold to form the multi-layer 
article. As will be apparent, while the second cavity has 
a larger volume than the first, it will be understood by 
those of skill in the art that the actual cavity volume 55 
which must be filled in the second injection operation 
can be less than the volume filled in the first injection 
operation, with the balance of the volume being occu- 



pied by the first layer. As will also be apparent, over- 
molding can include more than one over molding oper- 
ation to form articles using more than two resins and/or 
with more than two layers, if desired. 

[0016] While good results can be obtained by over- 
molding, the necessity to open the mold to move a pre- 
viously molded layer of an article to a second mold cavity 
for molding of the next layer has been difficult to achieve 
in a cost effective and reliable manner, especially if there 
are geometrical profile differences between the over- 
molded layers. U.S. Patent 3,914,081 to Aoki shows an 
early attempt to perform over-molding employing a ro- 
tary stripper plate which is used to extract, hold and 
transfer a molded first layer of an article to a second 
mold cavity, wherein a second layer of resin of a different 
color is injected. U.S. Patent 3,947,176 to Rainville 
shows a split mold design that allows ejection of the ar- 
ticle after the molding of a threaded neck portion of the 
article by splitting the mold laterally. Rainville-type 
molds have proven to be difficult to manufacture, need 
more "real estate" to allow opening of the mold walls, 
present sealing problems over a greater area and tend 
to leave injection marks on the molded article. 

[0017] Attempts to produce a more suitable over- 
molding system include U.S. Patent 4,744,742 and U. 
S. Patent 4,830,811 to Aoki which shows a two cavity 
mold design for preforms which is used with a rotary in- 
jection blow-molding machine. In these systems, the 
core enters a first cavity in which the first, inner, layer of 
a preform is molded. The core is then removed from the 
first cavity with the molded layer still in place and is in- 
serted into a two portion second cavity, the lower portion 
of which is a single piece cavity of a larger diameter than 
the first and the upper portion of which is a two-part, 
split, cavity which defines threads for the neck portion 
of the preform. The second layer is then injected into the 
two portion cavity and the core is removed from within 
the cavity. The upper, threaded, portion of the cavity ex- 
tracts the molded preform from the lower portion of the 
cavity and moves it to a blow molding station. After blow 
molding, the upper portion of the cavity is split to allow 
removal of the finished bottle. 

[0018] The system taught by Aoki suffers from a 
number of disadvantages. First, the design is not readily 
applicable to forming more than two preforms per cycle, 
due to the complexity of the transfer platen used to move 
articles and the upper portions of the molds. Also, after 
the second injection operation is performed, the core is 
removed from the molded article prior to its transfer to 
the blow-molding station, preventing cooling of the inte- 
rior of the preform by the core during the transfer. Thus, 
the bulk of the cooling must be performed before remov- 
al of the core, resulting in a relatively long cycle time. 
[0019] A more recent attempt to produce over-molded 
preforms having a thread on the neck portion is shown 
in published European Patent Application 715,937 Al to 
Massano. This reference teaches an injection mold to 
perform two-layer over-molding of a two-material PET 
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preform wherein the mold comprises a stationary cavity 
plate, a moveable stripper/cavity and core plates. The 
cavity plate comprises adjacent pairs of single piece 
cavities of two different diameters and the stripper/cavity 
plate includes adjacent pairs of two-part cavity portion 5 
elements which can be split laterally. One cavity portion 
of each pair, which is aligned with the smaller diameter 
cavity in the cavity plate, has a smooth bore of the same 
diameter as the smaller diameter cavity and the other 
cavity portion of each pair, which is aligned with the larg- io 
er diameter cavity, includes a thread to define the 
threaded neck portion of the preform. 

[0020] The core plate has rotatable pairs of adjacent 
cores and molding is performed by inserting the pairs of 

cores into thp nairc nf r*o\/rtiae i*ri+K :j_. I- 
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plate contacting the cavity plate so that the cavity por- 
tions on the stripper/cavity plate form part of the cavity 
for the injection operation. 

[0021] A complete injection operation is performed by 
injecting a first layer of material into the smaller diameter 20 
cavity and cavity portion, then the core and cavity/strip- 
per plates are each moved away from the cavity plate 
until the end of the molded preform has been completely 
removed from the cavity, after which the core plate con- 
tinues to move away from the cavity plate while the strip- 25 
per/cavity plate remains in place. The core plate moves 
away from the now stationary stripper/cavity plate to re- 
move the molded first layer, which remains on the core, 
from the smooth-bored cavity portion on the stripper/ 
cavity plate. Just prior to the core being completely re- 30 
moved from the cavity portion, the two parts defining the 
pair of cavity portions are separated to allow the com- 
pleted preform (commenced in the previous injection cy- 
cle) to fall from the threaded cavity portion, having been 
removed from the core by the engagement of the mold- 35 
ed threads with the threaded cavity portion. 

[0022] The molded first layer remains on the other 
core, being pulled through the smooth-bored cavity por- 
tion. Once the core and the molded first is completely 
removed from the smooth-bored cavity portion, the pair 40 
of cores are rotated one hundred and eighty degrees on 
the cavity plate so that the core with the molded first 
layer can now be inserted into the larger diameter cavity, 
through the threaded cavity portion on the stripper/cav- 
ity plate, and the now-empty other core can be inserted 45 
into the smaller diameter cavity through the smooth- 
bored cavity portion to commence another injection 
molding cycle. 

[0023] The core plate and the stripper/cavity plate are 
closed to the cavity plate and the second layer is injected so 
into the larger diameter cavity and the threaded cavity 
portion to complete the molding of the preform on this 
core (a first layer is injected into the other cavity with the 
smooth-bored cavity portion to commence the molding 
of the perform on that core). The cavity plate and strip- 55 
per/cavity plate are then moved away from the cavity 
plate, as described above, to eject the completed pre- 
form and to rotate the cores for the next portion of the 



cycle. 

[0024] The Massano system described above suffers 
from several disadvantages. In particular, the core plate 
must be moved away from the cavity plate for a distance 
exceeding at least twice the length of the molded articles 
while the stripper/cavity plate must be moved away from 
the cavity plate for a distance exceeding the length of 
the molded articles to allow ejection of the molded arti- 
cles. These opening requirements result in a slower cy- 
cle time, while the plates move the required distances, 
and in a machine which requires a relatively large 
amount of floor space in which to operate. Also, the 
molded first layer is pulled through the smooth-bored 
cavity portion at the end of the first injection operation 
and inis can result in damage to the molded first layer. 
Further, the requirement to rotate each pair of cores in- 
creases the expense of manufacturing the machine and 
can lead to leaking of cooling fluid from the cores, etc. 
[0025] Published PCT patent application WO 
97/02939 to Collette et al. shows two other injection 
molding machines for over-molding. The first machine 
shown is a turret machine with a number of cores mount- 
ed on each of a pair of opposed sides of the turret and 
a pair of cavity plates, each with a set of a corresponding 
number of cavities, facing each turret face. The first set 
of cavities is used to form the first layer of the molded 
article and the second set of cavities each including cav- 
ity extension portions to define the threads of a preform 
neck. One cavity plate and the turret move relative to 
the other cavity plate, and the turret rotates to move 
cores with a first molded layer from the first set of cavi- 
ties to the second set of cavities where the second layer 
is molded with the cavity extension portions closed. The 
turret mold shown in Colette is used in conjunction with 
a conventional three platen injection molding machine. 
As shown in Fig. 2a of Colette, the second injection sta- 
tion unit (more exactly the second cavity plate) is located 
opposite the first one and in front of the clamping unit 
(not shown). The damping unit thus prevents the injec- 
tion unit from being located perpendicular to the mold 
plate, and instead it must be located at 90° to the stroke 
of the clamping unit. This results in Collette’s machine 
having a large total foot-print. Further, Collette system 
requires an additional ejection system on the core plate 
to eject the molded artides from the cores which have 
been retracted from the second set of cavities. Such 
ejections systems are expensive and/or difficult to pro- 
vide and can introduce other problems in the molding 
operation, such as core shift. 

[0026] The second machine taught in Collette is a 
shuttle-type system wherein the cavity plate has two 
sets of first cavities surrounding a set of second cavities 
and two sets of cores are mounted to a core plate which 
shuttles the cores between a first position, wherein the 
first set of cores is aligned with one set of first cavities 
and the second set of cores is aligned with the second 
set of cavities, and a second position, wherein the first 
set of cores is aligned with the second set of cavities 
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and the second set of cores is aligned with the other set 
of first cavities. The core plate is laterally "shuttled" be- 
tween the first and second positions each time the mold 
is opened to sequentially insert a core in one of the first 
sets of cavities, where a first layer is molded, and then 5 
in one of the second set of cavities where the second 
layer is molded. This machine suffers from disadvantag- 
es in that it requires an extra set of cavities, i.e. - three 
sets of cavities produce two sets of articles, which in- 
creases the expense of the mold. io 

[0027] Multi-layer articles can also be formed by in- 
sert-molding wherein an insert, formed by extrusion, in- 
jection molding, thermoforming, etc., is placed Into a 
mold cavity and a layer of another material is then in- 
jected to fill the cavity. In fact, insert-molding can be 15 
combined with over-molding or co-injection to encase 
the insert between multiple layers of different materials, 
if desired. 

[0028] It is desired to have an efficient, reliable and 
cost-effective injection molding machine and mold 20 
therefore to form multi-layer molded articles. 

SUMMARY OF THE INVENTION 

[0029] It is an object of the present invention to pro- 25 
vide a novel injection molding method, machine and 
mold therefore to produce multi-layer molded articles. 
[0030] According to a first aspect of the present inven- 
tion, there is provided an injection mold for producing 
over-molded articles, comprising: 30 

- a cavity plate having first and second cavities 
mounted thereon; 

a core plate having a core mounted thereon, said 35 
core plate being movable relative to said cavity 
plate; 

a cavity extension comprising a pair of cavity ele- 
ments located about said core; and 40 

cavity extension operating means on said core plate 
to move said pair of cavity elements between an 
open position wherein said core can be inserted into 
said first cavity between said pair of cavity elements 45 
and a closed position wherein said pair of cavity el- 
ements are combined with said second cavity to 
form a composite cavity for receiving said core. 

[0031] According to another aspect of the present in- so 
vention, there is provided an injection molding machine 
for producing over-molded articles, comprising: 

a cavity plate having first and second cavities 
mounted thereon; 55 

a core plate having a core mounted thereon, said 
core plate being movable relative to said cavity 



plate; 

a cavity extension comprising a pair of cavity ele- 
ments located about said core,; 

cavity extension operating means on said core plate 
to move said pair of cavity elements between an 
open position wherein said core can be inserted into 
said first cavity between said pair of cavity elements 
and a dosed position wherein said pair of cavity el- 
ements are combined with said second cavity to 
form a composite cavity for receiving said core; and 

a mold damping unit operable with said cavity op- 
erating means to dose said mold by inserting said 
core into said first cavity when said cavity extension 
elements are in said open position and to dose said 
mold by inserting said core into said composite cav- 
ity when said cavity elements are in said dosed po- 
sition. 

[0032] According to yet another aspect of the present 
invention, there is provided a method of injection mold- 
ing an over-molded artide, comprising the steps of: 

(i) moving a cavity extension associated with a core 
to a disengaged position; 

(ii) inserting said core into a first cavity having a de- 
fined volume and a first geometrical configuration; 

(iii) performing a first injection operation into said 
first cavity to form a first layer of said article; 

(iv) removing said core from said first cavity with 
said first layer of said artide on said core; 

(v) moving said cavity extension to an engagement 
position; 

(vi) inserting said core and said first layer into a sec- 
ond cavity, said second cavity and said cavity ex- 
tension engaging to form a composite cavity having 
a larger volume than said defined volume and de- 
fining a second geometrical configuration; 

(vii) performing a second injection operation into 
said composite cavity to over-mold said first layer 
to form an article; 

(viii) separating said core and cavity extension from 
said second cavity to remove said article therefrom; 
and 

(ix) moving said cavity extension relative to said 
core to remove said article from said core. 

BRIEF DESCRIPTION OF THE DRAWINGS 

[0033] Preferred embodiments of the present inven- 
tion will now be described, by way of example only, with 
reference to the attached Figures, wherein: 

Figure 1 shows a schematic representation of a 
section through the turret of an injection 
molding machine and a mold in accord- 



5 




9 



EP 0 894 604 B1 



10 



ance with a first embodiment of the present 
invention; 

Figure 2 shows a schematic representation of a 
section through a portion of the core plate, 
stripper plate, cavity plate and a pair of 
slide operators of an injection molding ma- 
chine and a mold in accordance with an- 
other embodiment of the present inven- 
tion; 

Figure 2a shows the center portion of the machine of i 

Figure 2 with two cores and two cavities; 
Figure 3 shows the injection molding machine of 
Figure 2a with the core and stripper plate 
separated from the cavity plate with the 

Slide nnpratnrc in o firol nnoWnn* ... a a 
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shows the injection molding machine of 
Figure 3 with the stripper plate separated 
from the core plate; 

Figure 5 shows the injection molding machine of 
Figure 4 wherein the stripper plate has 
been moved back to the core plate with 
slide operators in a second position; 

Figure 6 shows the injection molding machine of 
Figure 5 after the core plate has been ro- 
tated with respect to the cavity plate; 

Figure 7 shows the injection molding machine of 
Figure 6 after the cavities have been 
closed; 

Figure 8 shows a cross section through a core, cav- 

ity extension and first cavity in accordance 
with another embodiment of the present in- 
vention; 

Figure 9 shows a cross section through the core 
and cavity extension of Figure 8 and a sec- 
ond cavity; 

Figure 10 shows a cross section through an article 
produced in the mold of Figures 8 and 9; 
and 

Figure 11 shows a top view ofthe article of Figure 10. 

DETAILED DESCRIPTION OF THE INVENTION 

[0034] In Figure 1 , an injection molding machine in ac- 
cordance with an embodiment of the present invention 
is indicated generally at 20. As shown, machine 20 is a 
turret mold that can be advantageously operated on an 
innovative two-platen injection molding machine, similar 
to that described in co-pending EP-A-0 794 045 to Koch 
et al. and assigned to the assignee of the present inven- 
tion. This two platen injection molding machine is not 
only faster then than three platen machines, but also al- 
lows placing of various molding stations at any location 
around the turret mold, which saves space and provides 
manufacturing flexibility. 

[0035] Machine 20 includes, for example, a four-sided 
turret 24 which can be rotated about axis 28 (that can 
be vertical, horizontal, etc.), in the direction indicated by 
arrow 32. As will be apparent to those of skill in the art, 



turret 24 is rotated as desired to move four mold core 
assemblies 36a, 36b, 36c and 36d between four differ- 
ent molding operation stations 40, 44, 48 and 52. In the 
Figure 1, and in the following discussion, similar com- 
5 ponents on each side of turret 24 are identified with like 
reference numerals to which an "a", "b", "c" or "d" is ap- 
pended to identify the particular station the component 
illustrated is located at. 

[0036] Further, Figure 1 shows a partial cross-section 
0 through turret 24 so that only one core assembly 36 per 
side is visible. However, as will be apparent to those of 
skill in the art, turret 24 can include multiple core assem- 
blies 36 on each side with corresponding numbers of 
components being located at each station 40, 44, 48 and 
5 52 as needed, in a preseniiy preferred embodiment of 
the invention, each side of turret 24 includes forty eight 
core assemblies 36 on each side of turret 24. 

[0037] In Figure 1, station 40 is an ejection station, 
station 44 is a first molding station, station 48 is a second 
0 molding station and station 52 is a cooling station. As 
shown in Figure 1 , each mold core assembly 36 includes 
a mold core 56, a stripper plate 60, a pair of cavity ex- 
tension elements 64, each of which is attached to a slide 
means 68. While not shown in the Figure, core 56 is pro- 
5 vided with suitable means for circulating cooling fluid 
within core 56 and turret 24 is provided with suitable 
means for moving stripper plate 60, which movement is 
described below in more detail. 

[0038] Each slide means 68 is connected to a respec- 
> tive one of a pair of slide operators 72 via a tierod 76 
and slides 68 can move toward or away from core 56 
under the control of a respective slide operator 72. Slide 
operators 72 operate as cavity extension operating 
means, as further described below. It should be noted 
that, for clarity, only one of the two slide operators 72 
and one of the two tierods 76 of each core assembly 36 
is shown in Figure 1 but in practice two slide operators 
72 are provided on each side of turret 24. 

[0039] Each slide means 68 extends longitudinally 
along the side of turret 24 with each cavity extension 
element 64 on a first side of each core 56 being mounted 
to slide means 68 adjacent that first side and each cavity 
extension element 64 on a second side of each core 56 
being mounted to slide means 68 adjacent that second 
side such that, movement of a slide means 68 by its re- 
spective slide operator 72 results in all the cavity exten- 
sion elements on a side of cores 56 moving in unison 
toward or away from core 56. 

[0040] In the embodiment of Figure 1 , each slide op- 
erator 72 comprises a cam support 80 mounted to turret 
24, each cam support having a cam track 84 therein with 
two legs 86 and 86’ in which a cam follower 88 can move. 
Each cam follower 88 is connected to a respective slide 
means 68 by a respective tierod 76 and cam follower 88 
moves with slide means 68 and with stripper plate 60. 

At the extremity of cam track 84 distal turret 24, there is 
a cam director 92 which operates to switch cam follower 
88 between a leg 86 and a leg 86' via a gate 96. As 
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shown in the Figure, each leg 86 and 86* includes an 
inclined portion adjacent cam director 92 and a straight 
portion adjacent the side of turret 24. 

[0041] Cam director 92 is rotatable to move gate 96 
into communication with the inclined portion of either leg s 
86 or 86\ as described below in more detail. Cam direc- 
tor 92 can be rotated by any suitable means as will occur 
to those of skill in the art, and in a presently preferred 
embodiment is rotated by pneumatic means. 

[0042] The process of creating a multi-layer injection io 
molded article with machine 20 will now be deschbed, 
by discussing the operations performed at each station 
in turn. It will be apparent to those of skill in the art that, 
while the following discussion relates to the molding of 
a single article on a single side of turret 24, in operation is 
of machine 20 multiple articles are being molded and/or 
operated on each side of turret 24, at each station 40, 

44, 48 and 52. 

[0043] The injection molding operation for a multi-lay- 
er article commences with a core assembly 36a at sta- 20 
tion 40. As shown in the Figure, core 56a is empty, a 
previously formed multi-layer article 100 (if any) having 
been stripped from core 56a by stripper plate 60a mov- 
ing away from turret 24 as will be described further be- 
low. Cam followers 88a in each cam operator 72 are lo- 25 
cated In gate 96a so that tierods 76a have slides 68 in 
a half-open position, allowing previously molded article 
100 (if any) to be ejected. Cam directors 92a are then 
rotated to bring gate 96a into alignment with leg 86' and 
turret 24 is rotated ninety degrees in the direction indi- 30 
cated by arrow 32. 

[0044] At station 44, the second step of the process 
is shown wherein stripper plate 60b is moved adjacent 
turret 24. Stripper plate 60b is moved toward or away 
from turret 24 in any suitable manner as will occur to 35 
those of skill in the art and, in a presently preferred em- 
bodiment of the invention, is performed via hydraulic cyl- 
inders. As stripper plate 60b moved toward turret 24, 
cam followers 88b move along the inclined portions of 
legs 86' to the straight portions adjacent turret 24, mov- *o 
ing tierods 76b away from core 56b and thus moving 
slides 68b and cavity extension elements 64b mounted 
thereon, to a fully opened position. As will be apparent 
to those of skill in the art, the movement of stripper plate 
60 can be performed simultaneously with the rotation of 4 5 
a side of turret 24 to station 44 from station 40, to reduce 
total cycle time, or can be performed once that rotation 
is complete. 

[0045] A first cavity 104 is then brought into engage- 
ment with core 56b, extending between cavity extension so 
elements 64b, and a first injection operation is per- 
formed. As shown in the Figure, the base of core 56b 
directly engages cavity 104 via corresponding inclined 
surfaces 108 and 112 which aid in sealing cavity 104. 

First injection operation can be performed with a single 55 
material or can be a co-injection operation, either simul- 
taneously or sequentially, as will be apparent to those 
of skill in the art. 



[0046] When the first injection operation is complete, 
cavity 104 is retracted from core 56b and stripper plate 
60b is moved away from turret 24 to move cam followers 
88 into gates 96b. Cam directors 92 are then rotated to 
align gates 96b with the inclined portions of legs 86 while 
turret 24 is rotated to move core 56 with the molded ar- 
ticle thereon to station 48. 

[0047] At station 48, or while rotating to station 48, 
stripper plate 60c is moved to a position adjacent turret 
24, thus moving cam followers 88 along the inclined por- 
tions of legs 86 to the straight portions of leg 86 proximal 
turret 24. As cam follower 88 is moved along the inclined 
portions of legs 86, tierods 76 and slides 68 are moved 
towards core 56c, bringing the two halves of cavity ex- 
tension element 64c into engagement about core 56c. 
As stripper plate 60c continues to move toward turret 
24, cam followers 88 moves along the straight portion 
of leg 86 and the inclined surface 116c of the engaged 
cavity extension elements 64c engages the inclined sur- 
face 108c at the base of core 56c. 

[0048] A second cavity 120 is then moved into en- 
gagement with cavity extension elements 64c, second 
cavity 120 having an inclined surface 124 complemen- 
tary to an inclined surface 1 28 on engaged cavity exten- 
sion elements 64c. 

[0049] As will be apparent, cavity 120 has a shorter 
length and a greater diameter than cavity 104. As will 
also be apparent, cavity 120 is combined with the cavity 
formed by cavity extension elements 64c to obtain the 
required total length of the cavity. As will also be appar- 
ent, the portion of the combined cavity formed by cavity 
extension elements 64c defines different geometric fea- 
tures for a portion of the article to be molded in the com- 
bined cavity. In the illustrated embodiment, these differ- 
ent geometric features comprise threads for the neck 
portion of a preform, although any other features of dif- 
fering geometries can be provided as will occur to those 
of skill in the art. 

[0050] A second injection molding operation is then 
performed at station 48 to fill the combined cavity com- 
prising cavity 120 and cavity extension elements 64c. 
The second injection operation can be performed with 
a single material or can be a co-injection operation, ei- 
ther simultaneous or sequential, as will be apparent to 
those of skill in the art. 

[0051] When the second injection molding operation 
is completed, cavity 120 is removed, leaving molded ar- 
ticle 1 00 on core 56c and turret 24 is rotated to move 
core 56c, with article 100 still thereon, to station 52. At 
station 52, article 100 is cooled, both by cooling fluid 
circulated within core 56d and by cooling air blown over 
article 100. 

[0052] Next, turret 24 is rotated to bring core 56d, and 
article 100 thereon, to station 40 to complete the mold- 
ing operation. At station 40, stripper plate 60a is moved 
away from turret 24, moving cam followers 88a along 
legs 86. Cavity extension elements 64c are still engaged 
with each other and with article 1 00 and force article 1 00 
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along core 56a as stripper plate 60a moves away from 
turret 24. As stripper plate 60a approaches the limit of 
its movement away from turret 24, each cam follower 88 
engages the inclined portion of legs 86, moving tierods 
76 to disengage cavity extension elements 64a from 
each other and from article 100. As article 100 is sub- 
stantially free of core 56a at this point, article 100 is 
ejected from machine 20 and can be removed from the 
vicinity of machine 20 by any suitable means such as a 
conveyor. Each cam follower 88 enters a respective 
gate 96a, movement of stripper plate 60a ceases and 
the molding cycle is complete and machine 20 is ready 
to commence another cycle. 

[0053] While the description above discusses a single 
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art that, in fact, four molding cycles are performed si- 
multaneously, with each station 40, 44, 48 and 52 per- 
forming its respective operations on a different one of 
four different cycles. 

[0054] While in the embodiment of Figure 1 machine 
20 includes the above-mentioned four stations, it will be 
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apparent to those of skill in the art that the number of 
stations and the corresponding number of sides of turret 
24 can be selected as required by the molding operation 
to be performed. Further, while machine 20 of Figure 1 25 
includes the above-mentioned four different molding 
stations, it will be apparent to those of skill in the art that 
all the stations need not be different. For example, if 
eight stations are provided, they can comprise two re- 
peated sets of the four stations described above to allow 30 
to complete articles to be produced on each half of a 
complete rotation of turret 24. In either case, the number 
of simultaneous machine cycles which can be per- 
formed can be selected as desired. Also, it is contem- 
plated that in some circumstances it may be desired to 35 
have a second cavity extension, formed from a second 
pair of extension elements, which can be used to form 
a composite cavity with a third cavity for a third injection 
operation. In such a case, the second pair of extension 
elements can move between their open and closed po- 40 
sitions in a direction perpendicular to the pair of cavity 
elements for the first cavity extension, such that either 
both sets can be open at the same time or either set can 
be closed, as desired. 

[0055] One of the significant problems which must be 45 
faced when injection molding articles is that the material, 
or materials, which are injected can be damaged by a 
slow transition from liquid to solid states as the article is 
cooled. The present inventors have determined that this 
damage, commonly referred to as the crystallinity prob- so 
lem, is mitigated or eliminated if adequate cooling and 
short cavity residence times can be obtained. As will be 
apparent, over-molding can aggravate the crystallinity 
problem in two aspects, the first being that the first layer 
acts as an insulator between the core and the second ss 
layer, inhibiting the transfer of the heat from the second 
layer to the core and the second being that the first layer 
is reheated, to some extent, by the injection of the sec- 



ond layer, thus enabling the formation of crystalline ar- 
eas in the first layer during the second injection. In an 
over-molded article, this crystallinity problem can lead 
to failure of the inner layer, for example allowing food to 
contact the second layer of recycled material, or even 
total failure of the article. 

[0056] Accordingly, as determined by the present in- 
ventors, the provision of cooling station 52 in the em- 
bodiment of Figure 1, which allows both internal cooling 
of the article from the core and external cooling from the 
blown air or other cooling fluid at station 52, is believed 
to provide significant advantages in allowing the reduc- 
tion of crystallinity in over-molded articles. It is further 
contemplated that another cooling station can be pro- 
vided in some circumstances, between station 44 and 
station 48, to provide external cooling to the first layer 
between injection operations. In such a circumstance, 
turret 24 can have more than four sides or one or more 
stations, such as station 40 and station 52, can be com- 
bined. 

[0057] If it is desired to produce an article which is 
over-molded over an insert, it is contemplated that, in 
the situation wherein the insert is pre-formed by a sep- 
arate process, an insert loading operation can be com- 
bined with the ejection operation at station 40, and the 
insert placed on core 56a after ejection of a completed 
article 100, or can combined with the machine operation 
at any other appropriate station. In the situation wherein 
the insert is to be molded in place by machine 20, an 
appropriate additional station can be added at an appro- 
priate location, as will also occur to those of skill in the 
art. In the situation wherein it is desired to mold over an 
insert between the injection operations, an appropriate 
additional station to load the insert onto a first, or sub- 
sequent, layer of the molded article can be provided be- 
tween injection stations. 

[0058] A second embodiment of the present invention 
will now be described with reference to Figures 2 and 
2a through 8 wherein another molding machine in ac- 
cordance with the present invention is indicated gener- 
ally at 200 and similar components to those of the em- 
bodiment of Figure 1 are identified with like reference 
numerals, although in these Figures the letters "a" and 
"b" are appended to distinguish between two sets of 
components. As described below, machine 200 is a ro- 
tary machine. 

[0059] Machine 200 comprises a core plate 204 which 
includes a series of identical core assemblies 36 includ- 
ing cores 56, a stripper plate 60 and a set of slides 68, 
each of which has one or more cavity extension ele- 
ments 64 mounted thereon. Machine 200 includes a pair 
of slide operators 72 which are mounted to core plate 
204 and cam followers 88 in each slide operator 72 
move with stripper plate 60, as described above with re- 
spect to machine 20. Each cam follower 88 is directly 
connected to the slide means 68 closest to it via a tie 
bar 76 and the remaining slides 68 are connected to al- 
ternating remaining slides via additional tierods 76 ex- 
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tending between slides 68 such that every second slide 
means 68 is operated by one slide operator 72 and the 
remainder of slides 68 are operated by the other slide 
operator 72. For example, in Figure 2a slides 68b and 
68a are operated by slide operator 72b while slide s 
means 68c is operated by slide operator 72a. 

[0060] In a preferred aspect of the present invention, 
cooling fluid is circulated to slides 68, and thus to cavity 
extension elements 64, via tierods 76 which are hollow, 
providing closed conduits between slides 68 through io 
which cooling fluid is circulated. This use of tierods 76 
to circulate cooling fluid to slides 68 is believed to be 
particularly advantageous and eliminates the need for 
cooling fluid hoses to be provided each slide 68. 

[0061] Machine 200 also includes a manifold plate is 
208 and a mold cavity plate 212 to which a plurality of 
pairs of cavities 216 and 220 are mounted. As shown, 
cavity 216 has a smaller diameter than cavity 220 and 
has a greater depth than cavity 220. As is indicated in 
Figure 2a, only a portion of core plate 204, stripper plate 20 
60 and cavity plate 208 are shown for clarity and, in use, 
machine 200 can include forty-eight or more core as- 
semblies 36 on core plate 204 and a corresponding 
number of cavities, arranged as adjacent pairs of cavi- 
ties 216 and 212 on cavity plate 208. Accordingly, core 25 
plate 204 and mold cavity plate 212 have like numbers 
of cores and cavities, respectively, which can be ar- 
ranged in a square, rectangular or other shaped array, 
as desired. 

[0062] Core plate 204 is rotatable about central axis 30 
224 and cavities 216 and 220 are arranged in the array 
on mold cavity plate 208 such that rotation of core plate 
204 through one hundred and eighty degrees will result 
in each core 56 which was axially aligned with one of 
cavities 216 and 220 before the rotation, being axially 35 
aligned with the other of cavities 216 and 220 after the 
rotation. In a presently preferred embodiment, rotation 
of core plate 204 is reciprocating, i.e. - turning one hun- 
dred and eighty degrees in a first direction and then turn- 
ing one hundred and eighty degrees in the opposite di- 40 
rection. While reciprocal rotation simplifies the various 
connections which must be efFected to core plate 204 
and the components mounted thereon, reciprocal rota- 
tion is not required and continuous rotation in a single 
direction is also possible. 45 

[0063] The operation of machine 200 will now be de- 
scribed. For clarity, the molding of a single article on a 
single core 56a will be described, although it will be ap- 
parent to those of skill in the art that each core 56 is 
identical to each other core 56 and that an article is gen- so 
erally always being molded on each core 56, albeit at 
one of two different stages, except at start up or shut 
down of machine 200. 

[0064] In Figure 2a, a molding cycle is commenced 
with core 56a inserted into cavity 216. As shown, cam 55 
followers 88a and 88b are located in the straight portions 
of legs 86 of cam tracks 84 and slides 68a and 68c are 
thus moved away from each other, allowing cavity 216 



to be inserted therebetween to engage the base of core 
56a. As shown, the base of core 56a includes an inclined 
surface 108a which engages a complementary inclined 
surface 112a on cavity 216 to assist in sealing cavity 
216. A first injection operation is then performed into 
cavity 216 to form a first layer of a molded article. 
[0065] Next, core plate 204 is moved away from mold 
cavity plate 208, as shown in Figure 3 and the first layer 
molded onto core 56a in cavity 21 6 remains on core 56a. 
Next, as shown in Figure 4, stripper plate 60 is moved 
away from core plate 204 and, as can be seen, cam fol- 
lowers 88a and 88b move with stripper plate 60 and en- 
ter gates 96a and 96b respectively, moving slides 68 to 
the mid-points of their range of movement with respect 
to each other. 

[0066] As will be apparent to those of skill in the art, 
the movement of stripper plate 60 will remove a finished 
article, if present, from core 56b until cam followers 88a 
and 88b enter the inclined portions of leg 86, moving the 
pair of cavity extension elements 64b away from each 
other, allowing the completed article to fall, or be other- 
wise removed, from machine 200. 

[0067] Next, as shown in Figure 5, cam directors 92a 
and 92b are rotated to bring gates 96a and 96b into 
alignment with legs 86’ and stripper plate 60 is moved 
toward core plate 204. As cam followers 88a and 88b 
ride on the inclined portion of legs 86', tierods 76a and 
76b move slides 68b and 68c away from each other and 
slides 68c and 68a toward each other, thus closing the 
pair of cavity extension elements 64a about the article 
formed on core 56a in the first injection operation and 
opening the pair of cavity extension elements 64b about 
core 56b as shown. Closed cavity extension elements 
64a define an inclined surface 116a which is comple- 
mentary to and engages inclined surface 108a. 

[0068] Next, as shown in Figure 6, core plate 204 is 
rotated about center axis 224 to align core 56a with cav- 
ity 220 and core 56b with cavity 216. As will be apparent 
to those of skill in the art, cavities 216 and 220 can be 
arranged in a variety of manners on cavity plate 212. 
For example, all of cavities 220 can be on one side of 
central axis 224 and all of cavities 216 can be on the 
other. Alternatively, cavities 216 and 220 can be ar- 
ranged in repeating sets of pairs on either side of center 
axis 224, with the ordering of the pairs being reversed 
on either side of center axis 22. Other arrangements of 
cavities 216 and 220, including mixtures and combina- 
tions of those mentioned above, will occur to those of 
skill in the art. 

[0069] Next, core plate 204 is moved toward cavity 
plate 208 to dose the mold, as shown in Figure 7, and 
a second injection operation is performed in cavity 220, 
over-molding the first layer previously formed on core 
56a with a second layer. As shown in Figure 7, closed 
cavity extension elements 64a define a second inclined 
surface 128a which is complementary to and engages 
inclined surface 124 of cavity 220. 

[0070] When the second injection operation of Figure 
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7 is complete, machine 20 is in the same state as that 
shown in Figure 2a, albeit with the two cores in a re- 
versed configuration, and the another molding cycle 
commences with the machine repeating the steps dis- 
cussed above with respect to Figures 3 through 7. 5 

[007 1 1 As was the case for machine 20, either or both 
of the injection operations of machine 200 can be injec- 
tions of single materials or can be co-injection opera- 
tions, either simultaneous or sequential, as desired. 

[0072] While each of machines 20 and 200 have been io 
described as having cavity extension elements 64 on 
the cavity used for the second injection operation, it will 
be apparent to those of skill in the art that this can be 
reversed, if desired, to allow creation of features of dif- 
ferent Geometries on tho firct la\/or Mihi^h om tknn MM. 4C 
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ered by the second layer. For example, the jeweled dif- 
fraction areas of an automotive indicator light lens can 
be molded in a first cavity having cavity extension ele- 
ments to define the jeweled area and then inserted into 
a larger, second cavity in which a second layer of ma- 20 
terial is over-molded on the lens to form a smooth outer 
layer. The first layer can be molded in red translucent 
material, for example, and the second layer in transpar- 
ent material. 

[0073] It is also contemplated that the present inven- 25 
tion can be employed in circumstances wherein a single, 
common, cavity is employed with different cores. In such 
an embodiment, the molded article is formed by a first 
injection operation into the cavity with a large core in 
place. The large core is then removed and replaced with 30 
a smaller core, while the article remains in the cavity, 
and a second injection operation is then performed to 
complete the article. The article is then ejected from the 
cavity and the cycle is repeated. In over-molding proc- 
esses wherein the article remains on the core for each 35 
molding operation, there can be difficulty in providing 
adequate cooling through the core after the injection 
molding operation. This is because the first layer formed 
on the core acts to some extent as an insulator, inhibiting 
heat transfer between subsequent layers and the core. 40 
In the common cavity-multiple core embodiment of the 
present invention, this difficulty can be avoided by 
changing the core between injection operations. 

[0074] Figure 8 shows another embodiment of the 
present invention comprising a core 300 and a first cav- 45 
ity 304 and a cavity extension 308. In Figure 8, core 300 
and first cavity 304 form a mold cavity 312 and cavity 
extension 308 is in a disengaged position, as shown. 

When an injection operation is performed, through inlet 
316, a first layer of an article is formed in cavity 312. 50 
Core 300 is then removed from cavity 304, with the first 
layer of the article on it. 

[0075] As shown in Figure 9, core 300 is then inserted 
into a second cavity 320 with the first layer of the article 
324 on core 300 and a composite cavity 328 is formed 55 
by moving cavity extension 308 into an engaged posi- 
tion with cavity 320. In this example, composite cavity 
328 overlaps only a portion of article 324 and it will be 



apparent to those of skill in the art that the present in- 
vention is not limited to the complete over-molding of a 
first layer of an article and can instead be employed to 
over-mold only portions of a first layer. 

[0076] An injection operation is performed through in- 
let 332 to fill cavity 328 and core 300 and cavity exten- 
sion 308 are separated from cavity 320 with the over- 
molded article on core 300. Cavity extension 308 can 
then be moved along core 300, toward over-molded ar- 
ticle 324, to eject article from core 300. As will be ap- 
parent to those of skill in the art, cavity extension 308 
engages only a portion of cavity 320 in this embodiment 
to form composite cavity 328 and cavity extension 308 
is a single part. 

[0077] Figures 10 and ii snow an example of the ir- 
regular geometry of article 324 which can be obtained 
with the present invention. Further, while in this example 
both the first and second injection operations employed 
the same materials, resulting in article 324 having a ho- 
mogenous structure, it will be apparent to those of skill 
in the art that the first and second injection operations 
can employ different materials and can in fact be co- 
injection operations, if desired. 

[0078] While the description above only specifically 
refers to turret and rotary machines, it will be apparent 
to those of skill that the present invention is not so limited 
and can be employed with shuttle-type or other machine 
types. 



Claims 

1. An injection mold for producing over-molded arti- 
cles (100) comprising: 

a cavity plate (212) having first and second cav- 
ities (104, 120; 216, 220) mounted thereon, 

a core plate (204) having a core (56) mounted 
thereon, said core plate (204) being movable 
relative to said cavity plate (212); 

a cavity extension comprising a pair of cavity 
extension elements (64) located about said 
core (56), 

characterized by cavity extension operating 
means (72, 76) on said core plate (204) to move 
said pair of cavity extension elements (64) between 
an open position wherein said core (56) can be in- 
serted into said first cavity (104, 216) between said 
pair of cavity extension elements (64) and a closed 
position wherein said pair of cavity extension ele- 
ments (64) are combined with said second cavity 
(120, 220) to form a composite cavity for receiving 
said core (56). 

2. An injection mold according to claim 1 , wherein said 
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second cavity (120, 220) has a cavity depth less 
than the cavity depth of said first cavity (104, 216) 
and wherein said cavity extension has a depth sub- 
stantially equal to the difference between the cavity 
depths of said first cavity (104, 216) and said sec- 5 
ond cavity (120, 220), said cavity extension defining 
a geometric configuration different from that of said 
first cavity (104, 216). 

3. An injection mold according to claim 1 or 2, wherein io 
said second cavity (120, 220) has a cavity volume 
greater than the cavity volume of said first cavity 

(104,216). 

4. An injection mold according to any one of claims 1 *5 

to 3 further comprising a stripper plate (60) located 
between said core plate (204) and said cavity plate 
(212) when said mold is dosed, said stripper plate 
(60) being moveable with respect to said core plate 
(204) and said cavity extension elements (64) being 20 
mounted to said stripper plate (60) to move there- 
with, said stripper plate (60) operable to remove a 
molded artide from said core (56) when said cavity 
elements (64) are In said dosed position and said 
stripper plate (60) is moved away from said core 25 
plate (204). 

5. An injection mold according to daim 4, further com- 
prising a plurality of cores (56) mounted on said 
core plate (204) in an array, each core (56) having 30 
a cavity extension assodated therewith and mount- 
ed to said stripper plate (60) and wherein each core 
(56) is insertable into each of said first cavity (104, 

216) and said composite cavity when said core 
plate (204) is moved between a first and second po- 35 
sition respectively. 

6. An injection mold according to daim 5, further com- 
prising a plurality of each of said first (1 04, 21 6) and 
second (120, 220) cavities arranged in an array and < 0 
wherein at least two of said plurality of cores (56) 
are insertable into a like number of said first and 
second cavities, each of said at least two cores (56) 
being insertable into said first cavities (104, 216) 
and said composite cavities when said core plate *s 
(204) is in said first position and in said second po- 
sition, respectively. 

7. An injection mold according to claim 6, wherein said 
core plate (204) comprises a turret (24) with at least so. 
two sides on which said cores (56) are mounted, 
each said side including a stripper plate (60) on 
which said cavity extensions are mounted and each 
said stripper plate (60) being movable relative to 
said side, and said cavity plate (212) comprises a 55 
first face on which said first cavities are mounted 
and a second face on which said second cavities 

are mounted, said turret being rotatable to simulta- 



neously bring one of said at least two sides into 
alignment with said first face and the other of said 
at least two sides into alignment with said second 
face, said cores (56) aligned with said first cavities 

(104, 216) on said first face being insertable in said 
first cavities and said cores (56) aligned with said 
composite cavities formed by said extension ele- 
ments (64) and said second cavities (120, 220) on 
said second face being insertable in said composite 
cavities. 

8. An injection mold according to claim 6, wherein said 
cavity plate (2 1 2) and said core plate (204) are mov- 
able with respect to one another between a first po- 
sition, wherein a first set of said plurality of cores 
(56) are aligned with said plurality of first cavities 

(104, 216) and a second set of said plurality of cores 
(56) are aligned with said plurality of second cavities 
(120, 220), and a second position, wherein said first 
set of said plurality of cores (56) are aligned with 
said plurality of second cavities (120, 220) and said 
second set of said plurality of cores (56) are aligned 
with said plurality of first cavities (104, 216). 

9. An injection molding machine (20, 200) for produc- 
ing over-molded articles (100), comprising: 

a cavity plate (212) having first and second cav- 
ities (104, 120; 216, 220) mounted thereon; 

a core plate (204) having a core (56) mounted 
thereon; 

a cavity extension comprising a pair of cavity 
extension elements (64) located about said 
core (56); and 

a mold clamping unit for opening and dosing 
said mold, 

characterized by 

cavity extension operating means (72, 76) on said 
core plate (204) to move said pair of cavity exten- 
sion elements (64) between an open position 
wherein said core (56) can be inserted into said first 
cavity (104, 216) between said pair of cavity exten- 
sion elements (64) and a dosed position wherein 
said pair of cavity elements (64) are combined with 
said second cavity (120, 220) to form a composite 
cavity for receiving said core (56); and wherein said 
mold clamping unit is operable with said cavity op- 
erating means (72, 76) to dose said mold by insert- 
ing said core (56) into said first cavity (104, 216) 
when said cavity extension elements (64) are in 
said open position and to close said mold by insert- 
ing said core (56) into said composite cavity when 
said cavity extension elements (64) are in said 
closed position. 
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10. An injection molding machine according to claim 9, 
further comprising a stripper plate (60) located be- 
tween said core plate (204) and said cavity plate 
(212) when said mold is dosed, said stripper plate 
(60) being moveable with respect to said core plate 5 
(204) and said cavity extension elements (64) being 
mounted to said stripper plate (60) to move there- 
with, said stripper plate (60) operable to remove a 
molded article from said core (56) when said cavity 
extension elements (64) are in said dosed position io 
and said stripper plate (60) is moved away from said 
core plate (204). 



or 13, wherein said cavity plate (212) and said core 
plate (204) are movable with respect to one another 
between a first position, wherein a first set of said 
plurality of cores (56) are aligned with said plurality 
of first cavities (104, 216) and a second set of said 
plurality of cores (56) are aligned with said plurality 
of second cavities (120, 220), and a second posi- 
tion, wherein said first set of said plurality of cores 
(56) are aligned with said plurality of second cavities 
(120, 220) and said second set of said plurality of 
cores (56) are aligned with said plurality of first cav- 
ities (104, 216). 



11. An injection molding machine according to any one 

of nfaims Q nr in further «*.. 

_ — *>iv. wwmpiraiiiy a piuiamy uj 

cores (56) mounted on said core plate (204) in an 
array, each core (56) having a cavity extension el- 
ement (64) associated therewith and mounted to 
said stripper plate (60) and wherein said mold 
clamping unit is operable to insert each core (56) 
into each of said first and second cavities such that 



each core (56) is first inserted into said first cavity 
(104, 216) and is subsequently inserted into said 
composite cavity. 
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15. An injection molding machine according to claim 14, 
wherein said core plate (204) is rotatable relative to 
said cavity plate (212) to move said core plate (204) 
between said first and second positions. 

16. An injection molding machine according to any one 
of said claims 9 to 15, further comprising means to 
place an insert into said first cavity (104, 216), prior 
to said mold clamping unit closing said mold by in- 
serting said core (56) into said first cavity (1 04, 21 6). 



12. An injection molding machine according to claim 1 1 , 

further comprising a plurality of each of said first and 
second cavities (104, 216; 120, 220) arranged in an 
array and wherein said mold clamping unit is oper- 
able to insert at least two of said plurality of cores 30 
(56) into a like number of said first and second cav- 
ities (104, 216; 120, 220), each of said at least two 
cores (56) being alternately inserted into respective 
ones of said first cavities (104, 216) and said com- 
posite cavities. 35 

13. An injection molding machine according to claim 12, 
wherein said core plate (204) comprises a turret 
(24) with at least two sides on which said cores (56) 
are mounted, each said side including a stripper 40 
plate (60) on which said cavity extensions (64) are 
mounted and each said stripper plate (60) being 
movable relative to said side, and said cavity plate 
(212) comprises a first face on which said first cav- 
ities (104, 216) are mounted and a second face on 45 
which said second cavities (120, 220) are mounted, 
said turret (24) being rotatable to simultaneously 
bring one of said at least two sides into alignment 
with said first face and the other of said at least two 
sides into alignment with said second face, said 50 
mold clamping unit inserting said cores (56) on said 
first side into said first cavities (104, 216) on said 
first face and inserting cores (56) on said second 
side into composite cavities formed by said cavity 
extension elements (64) and said second cavities 55 
(120, 220) on said second face. 



14. An injection molding machine according to claim 12 



17. An injection molding machine according to any one 
of said claims 9 to 16, further comprising means to 
place an insert into said composite cavity, prior to 
said mold clamping unit closing said mold by insert- 
ing said core (56) into said composite cavity. 

1 8. An injection molding machine according to claim 1 1 , 
further comprising at least two pairs of sliders (68) 
mounted to said stripper plate (60) and operable to 
move laterally with respect to said cores (56), each 
slider in one said pair being connected to a respec- 
tive one slider in each other pair by a tie rod (76), 
such that lateral movement of one slider results in 
corresponding lateral movement of said other re- 
spective slider. 

19. A method of injection molding an over-molded arti- 
cle, comprising the steps of: 

(i) moving a cavity extension associated with a 
core (56) to a disengaged position; 

(ii) inserting said core (56) into a first cavity 
(104, 216) having a defined volume and a first 
geometrical configuration; 

(iii) performing a first injection operation into 
said first cavity (104, 216) to form a first layer 
of said article; 

(iv) removing said core (56) from said first cav- 
ity (104, 216) with said first layer of said article 
on said core (56); 



12 




23 



E P 0 894 604 B1 



24 



(v) moving said cavity extension (64) to an en- 
gagement position; 

(vi) inserting said core (56) and said first layer 
into a second cavity (120, 220), said second 5 
cavity (120, 220) and said cavity extension en- 
gaging to form a composite cavity having a larg- 
er volume than said defined volume and defin- 
ing a second geometrical configuration; 

10 

(vii) performing a second injection operation in- 
to said composite cavity to over-mold said first 
layer to form an article; 

(viii) separating said core (56) and cavity exten- is 
sion from said second cavity (120, 220) to re- 
move said article therefrom; and 

(ix) moving said cavity extension relative to said 
core (56) to remove said article from said core 20 
(56). 

20. The method of claim 19, wherein said cavity exten- 
sion comprises two cavity extension elements (64) 
laterally movable toward and away from said core 25 
(56) and said disengaged position is achieved when 
said two cavity extension elements (64) are moved 
away from said core (56) and said engaged position 

is achieved when said cavity extension elements 
(65) are moved toward said core (56) to engage so 
each other. 

21. The method of claim 19, wherein said first and sec- 
ond injection operations inject the same material in- 
to said first and second cavities (104, 216; 120, 35 
220 ). 

22. The method according to claim 1 9, wherein at least 
one of said first and second injection operations is 

a co-injection operation. 40 



PatentansprUche 

1. SpritzgieBform zur Herstellung umspritzter Gegen- 45 
stande (100), umfassend: 

eine Nestplatte (212), die auf ihr befestigte er- 
ste und zweite Formnester(104, 120; 216, 220) 
aufweist; so 

eine Kemplatte (204), die einen auf ihr befestig- 
ten Formkem (56) aufweist, wobei die Kemplat- 
te (204) relativ zur Nestplatte (212) beweglich 
ist; 

eine Nesterweiterung, die ein Paar von Nester- 55 
weitemngselementen (64) umfasst, die urn den 
Formkem (56) herum angeordnet sind; 



gekennzeichnet durch 

Nesterweiterungs-Betatigungsmittel (72, 76) an der 
Kernplatte (204), um das Paar von Nesterweite- 
rungselementen (64) zwischen einer gedffneten 
Position, in welcher der Formkem (56) in das erste 
Formnest (104, 216) zwischen dem Paar von Ne- 
sterweiterungselementen (64) eingefOhrt werden 
kann, und einer geschlossenen Position, in welcher 
das Paar von Nesterweiterungselementen (64) mit 
dem zweiten Formnest (120, 220) kombiniert wird, 
um ein mehrteiliges Formnest fOr die Aufnahme des 
Formkems (56) zu bilden, zu bewegen. 

2. SpritzgieBform nach Anspmch 1 , wobei das zweite 
Formnest (120, 220) eine geringere Nesttiefe auf- 
weist als das erste Formnest (104, 216) und wobei 
die Nesterweiterung eine Tiefe hat, die im Wesent- 
lichen der Differenz zwischen den Nesttiefen des 
ersten Formnests (104, 216) und des zweiten For- 
mnests (120, 220) gleicht, wobei die Nesterweite- 
rung eine geometrische Konfiguration definiert, die 
sich von der des ersten Formnests (104, 216) un- 
terscheidet. 

3. SpritzgieBform nach Anspruch 1 Oder 2, wobei das 
zweite Formnest (120, 220) ein grOBeres Nestvolu- 
men aufweist als das erste Formnest (104, 216). 

4. SpritzgieBform nach irgendeinem der AnsprOche 1 
bis 3, femer umfassend eine Abstreifplatte (60), die 
bei geschlossenem Formwerkzeug zwischen der 
Kemplatte (204) und der Nestplatte (212) angeord- 
net ist, wobei die Abstreifplatte (60) in Bezug auf 
die Kemplatte (204) beweglich ist und die Nester- 
weiterungselemente (64) an der Abstreifplatte (60) 
befestigt sind, um mit dieser bewegt zu werden, wo- 
bei die Abstreifplatte (60) so betatigbar ist, dass sie 
ein Formteil von dem Formkem (56) entfemt, wenn 
die Nesterweiterungselemente (64) in der ge- 
schlossenen Position sind und die Abstreifplatte 
(60) von der Kemplatte (204) fortbewegt wird. 

5. SpritzgieBform nach Anspruch 4, femer umfassend 
mehrere Formkeme (56), die gruppiert an der Kem- 
platte (204) befestigt sind, wobei jeder Formkem 
(56) eine dazugehdrige und an der Abstreifpiatte 
(60) befestigte Nesterweiterung aufweist und wobei 
jeder Formkem (56) in jedes erste Formnest (104, 
216) und jedes mehrteilige Formnest einfOhrbar ist, 
wenn die Kemplatte (204) zwischen einer ersten 
und zweiten Position bewegt wird. 

6. SpritzgiefJform nach Anspruch 5, femer umfassend 
mehrere von jedem der ersten (1 04, 21 6) und zwei- 
ten (120, 220) Formnester, die gruppiert angeord- 
net sind, und wobei mindestens zwei der mehreren 
Formkeme (56) in eine gleiche Anzahl der ersten 
und zweiten Formnester einfOhrbar sind, wobei je- 
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der der mindestens zwei Formkeme (56) in die er- 
sten Formnester (104, 216) und die mehrteiligen 
Formnester einfuhrbar ist, wenn die Kemplatte 
(204) in der ersten bzw. zweiten Position ist. 

5 

7. SpritzgieBform nach Anspruch 6, wobei die Kem- 
platte (204) einen Revolverblock (24) mit minde- 
stens zwei Seiten umfasst, an denendie Formkeme 
(56) befestigt sind, 

wobei jede Seite eine Abstreifplatte (60) ein- io 
schlieftt, an der die Nesterweiterungen befestigt 
sind, und jede Abstreifplatte (60) relativ zu der Seite 
beweglich ist, 

und wobei die Nestplatte (212) eine erste Seitenfla- 

Che. an dfir dip preton _!• j ^ /- 

w..„„w*«vi wcicguyi oil iu, * ^ 

und eine zweite Seitenflache, an der die zweiten 
Formnester befestigt sind, umfasst, 
wobei der Revolverblock drehbar ist, um gleichzei- 
tig eine der mindestens zwei Seiten auf die erste 
Seitenflache und die andere der mindestens zwei 20 
Seiten auf die zweite Seitenflache auszurichten, 
wobei die Formkeme (56), die auf die ersten Form- 
nester (104, 216) an der ersten Seitenflache aus- 
gerichtet sind, in die ersten Formnester einfuhrbar 
sind und die Formkeme (56), die auf die mehrteili- 25 
gen Formnester ausgerichtet sind, die durch die Er- 
weiterungselemente (64) und die zweiten Formne- 
ster (120, 220) an der zweiten Seitenflache gebildet 
werden, in die mehrteiligen Formnester einfOhrbar 



8. SpritzgieSform nach Anspruch 6, wobei die Nest- 
platte (21 2) und die Kemplatte (204) zueinander be- 
weglich sind zwischen 

einer ersten Position, in welcher eine erste Gmppe 35 
der mehreren Formkeme (56) auf die mehreren er- 
sten Formnester (104, 216) und eine zweite Gruppe 
der mehreren Formkeme (56) auf die mehreren 
zweiten Formnester (120, 220) ausgerichtet ist, und 
einer zweiten Position, in welcher die erste Gmppe 40 
der mehreren Formkeme (56) auf die mehreren 
zweiten Formnester (120, 220) und die zweite 
Gmppe der mehreren Formkeme (56) auf die meh- 
reren ersten Formnester (104, 216) ausgerichtet ist. 

4 5 

9. SpritzgieBmaschine (20, 200) zur Herstellung von 
umspritzten Gegenstanden (100), umfassend: 

eine Nestplatte (212), die auf ihr befestigte er- 
steundzweiteFormnester(104, 120; 216, 220) so 
aufweist; 

eine Kemplatte (204), die einen auf ihr befestig- 
ten Formkem (56) aufweist; 
eine Nesterweitemng, die ein Paarvon Nester- 
weitemngselementen (64) umfasst, die um den 55 
Formkem (56) hemm angeordnet sind; und 
eine Formwerkzeug-SchlieBeinheit zum Off- 
nen und SchlieBen des Formwerkzeugs; 



gekennzeichnet durch 

Nesterweitemngs-Betatigungsmittel (72, 76) an der 
Kemplatte (204), um das Paar von Nesterweite- 
mngselementen (64) zwischen einer gedffneten 
Position, in welcher der Formkem (56) in das erste 
Formnest (104, 216) zwischen dem Paar von Ne- 
sterweitemngselementen (64) eingefGhrt werden 
kann, und einer geschlossenen Position zu bewe- 
gen, in welcher das Paarvon Nesterweitemngsele- 
menten (64) mit dem zweiten Formnest (120, 220) 
kombiniert wird, um ein mehrteiliges Formnest fOr 
die Aufriahme des Formkems (56) zu bilden; 
und wobei die Formwerkzeug-SchlieBeinheit mit 
den Formnest-Betatigungsmitteln (72, 76) betatigt 
werden kann, um das Formwerkzeug durch EinfQh- 
ren des Formkems (56) in das erste Formnest (1 04, 
216) zu schlieBen, wenn die Nesterweitemngsele- 
mente (64) in der geOffneten Position sind, und um 
das Formwerkzeug durch EinfOhren des Form- 
kems (56) in das mehrteilige Formnest zu schlie- 
Ben, wenn die Nesterweiterungselemente (64) in 
der geschlossenen Position sind. 

10. SpritzgieBmaschine nach Anspruch 9, femer um- 
fassend eine Abstreifplatte (60), die bei geschlos- 
senem Formwerkzeug zwischen der Kemplatte 
(204) und der Nestplatte (212) angeordnet ist, wo- 
bei die Abstreifplatte (60) in Bezug auf die Kemplat- 
te (204) beweglich ist und die Nesteiweiterungsele- 
mente (64) an der Abstreifplatte (60) befestigt sind, 
um mit dieser bewegt zu werden, wobei die Ab- 
streifplatte (60) so betatigbar ist, dass sie ein Form- 
teil von dem Formkem (56) entfemt, wenn die Ne- 
sterweitemngselemente (64) in der geschlossenen 
Position sind und die Abstreifplatte (60) von der 
Kemplatte (204) fortbewegt wird. 

11. SpritzgieBmaschine nach irgendeinem der AnsprO- 
che 9 Oder 10, femer umfassend mehrere Formker- 
ne (56), die gruppiert an der Kemplatte (204) befe- 
stigt sind, wobei jeder Formkem (56) ein dazuge- 
hOriges und an der Abstreifplatte (60) befestigtes 
Nesterweitemngselement (64) aufweist und 
wobei die Formwerkzeug-SchlieBeinheit betatigt 
werden kann, um jeden Formkem (56) so in jedes 
der ersten und zweiten Formnester einzufOhren, 
dass jeder Formkem (56) zuerst in das erste Form- 
nest (104, 216) und anschlieBend in das mehrteilige 
Formnest eingefOhrt wird. 

12. SpritzgieBmaschine nach Anspruch 11, femer um- 
fassend mehrere von jedem der ersten und zweiten 
Formnester (104, 216; 120, 220), die gruppiert an- 
geordnet sind, und wobei die Formwerkzeug- 
SchlieBeinheit betatigt werden kann, um minde- 
stens zwei der mehreren Formkeme (56) in eine 
gleiche Anzahl der ersten und zweiten Formnester 
(104, 216; 120, 220) einzufOhren, wobei jeder der 
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mindestens zwei Formkeme (56) abwechselnd in 
die ersten Formnester (104, 216) bzw. die mehrtei- 
ligen Formnester eingefQhrt wird. 

13. SpritzgieBmaschine nach Anspruch 12, wobei die 5 
Kernplatte (204) einen Revolverblock (24) mit min- 
destens zwei Seiten umfasst, an denen die Form- 
keme (56) befestigt sind, 

wobei jede Seite eine Abstreifplatte (60) ein- 
schiieBt, an der die Nesterweiterungen (64) befe- io 
stigt sind, und jede Abstreifplatte (60) relativ zu der 
Seite beweglich ist, 

und wobei die Nestplatte (212) eine erste Seitenfia- 
che, an der die ersten Formnester (104, 216) befe- 
stigt sind, und eine zweite Seitenfiache, an der die *5 
zweiten Formnester (120, 220) befestigt sind, um- 
fasst, 

wobei der Revolverblock (24) drehbar ist, urn 
gieichzeitig eine der mindestens zwei Seiten auf die 
erste Seitenfiache und die andere der mindestens 20 
zwei Seiten auf die zweite Seitenfiache auszurich- 
ten, 

wobei die Formwerkzeug-SchlieBeinheit die Form- 
keme (56) an der ersten Seite in die ersten Form- 
nester (1 04, 21 6) an der ersten Seite und die Form- 25 
keme (56) an der zweiten Seite in die mehrteiligen 
Formnester einfQhrt, die durch die Nesterweite- 
rungselemente (64) und die zweiten Formnester 
(120, 220) an der zweiten Seitenfiache gebildet 
werden. 30 

14. SpritzgieBmaschine nach Anspruch 1 2 Oder 1 3, wo- 
bei die Nestplatte (212) und die Kernplatte (204) zu- 
einander beweglich sind zwischen 

einer ersten Position, in welcher eine erste Gruppe 35 
der mehreren Formkeme (56) auf die mehreren er- 
sten Formnester (104, 216) und eine zweite Gruppe 
der mehreren Formkeme (56) auf die mehreren 
zweiten Formnester (120, 220) ausgerichtet ist, und 
einer zweiten Position, in welcher die erste Gruppe 40 
der mehreren Formkeme (56) auf die mehreren 
zweiten Formnester (120, 220) und die zweite 
Gruppe der mehreren Formkeme (56) auf die meh- 
reren ersten Formnester (104, 216) ausgerichtet ist. 

45 

15. SpritzgieBmaschine nach Anspruch 14, wobei die 
Kernplatte (204) relativ zur Nestplatte (2 1 2) drehbar 
ist, urn die Kernplatte (204) zwischen den ersten 
und zweiten Positionen zu bewegen. 

50 

16. SpritzgieBmaschine nach irgendeinem der AnsprO- 
che 9 bis 1 5, femerumfassend Mittel, um einen For- 
meinsatz im ersten Formnest (104, 216) zu positio- 
nieren, bevor die Formwerkzeug-SchlieBeinheit 
das Formwerkzeug durch EinfOhren des Formkems 55 
(56) in das erste Formnest (104, 216) schlieBt. 

1 7. SpritzgieBmaschine nach irgendeinem der AnsprO- 



che 9 bis 1 6, femerumfassend Mittel, um einen For- 
meinsatz im mehrteiligen Formnest zu positionie- 
ren, bevor die Formwerkzeug-SchlieBeinheit das 
Formwerkzeug durch EinfOhren des Formkems 
(56) in das mehrteilige Formnest schlieBt. 

18. SpritzgieBmaschine nach Anspruch 11, ferner um- 
fassend mindestens zwei Paare von Schiebem 
(68), die an der Abstreifplatte (60) befestigt sind und 
betatigt werden kdnnen, um seitlich in Bezug auf 
die Formkeme (56) bewegt zu werden, wobei jeder 
Schieber eines Paars durch eine Verbindungsstan- 
ge (76) so mit einem jeweiligen Schieber jedes an- 
deren Paars verbunden ist, dass die seitliche Be- 
wegung eines Schiebers eine entsprechende seit- 
liche Bewegung des jeweils anderen Schiebers be- 
wirkt. 

19. Verfahren zum SpritzgieBen eines umspritzten Ge- 
genstands, umfassend die folgenden Schritte : 

(i) Bewegen einer einem Formkem (56) zuge- 
ordneten Nesterweiterung in eine ausgerOckte 
Position; 

(ii) EinfOhren des Formkems (56) in ein erstes 
Formnest (104, 216), das ein definiertes Volu- 
men und eine erste geometrische Konfigurati- 
on aufweist; 

(iii) DurchfOhren eines ersten Einspritzvor- 
gangs in das erste Formnest (104, 216), um ei- 
ne erste Schicht des Gegenstands zu erzeu- 
gen; 

(iv) Entfemen des Formkems (56) aus dem er- 
sten Formnest (1 04, 21 6) mit der an dem Form- 
kem (56) befindlichen ersten Schicht des Ge- 
genstands; 

(v) Bewegen der Nesterweiterung (64) in eine 
eingerOckte Position; 

(vi) EinfOhren des Formkems (56) und der er- 
sten Schicht in ein zweites Formnest (120, 
220), wobei das zweite Formnest (120, 220) 
und die Nesterweiterung einrOcken, um ein 
mehrteiliges Formnest zu bilden, das ein grb- 
Beres Volumen aufweist als das definierte Vo- 
lumen und eine zweite geometrische Konfigu- 
ration definiert; 

(vii) DurchfOhren eines zweiten Einspritzvor- 
gangs in das mehrteilige Formnest, um die er- 
ste Schicht zu umspritzen und einen Gegen- 
stand zu erzeugen; 

(viii) Abtrennen des Formkems (56) und der 
Nesterweiterung vom zweiten Formnest (120, 
220), um den Gegenstand daraus zu entfemen; 
und 

(ix) Bewegen der Nesterweiterung relativ zum 
Formkem (56), um den Gegenstand vom Form- 
kem (56) zu entfemen. 
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20. Verfahren nach Anspruch 19, wobei die Nesterwei- 
terung zwei Nesterweiterungselemente (64) um- 
fasst, die seitlich zu dem Formkem (56) hin und da- 
von fortbewegtwerden konnen, und die ausgeruck- 

te Position erreicht wird, wenn die zwei Nesterwei- 5 
terungselemente (64) von dem Formkern (56) fort- 
bewegt werden, und die eingerOckte Position er- 
reicht wird, wenn die Nesterweiterungselemente 
(64) zu dem Formkem (56) hinbewegt werden, urn 
ineinander einzugreifen. io 

21. Verfahren nach Anspruch 19, wobei bei den ersten 
und zweiten Einspritzvorgangen dasselbe Material 
in die ersten und zweiten Formnester (104, 216; 

1911 ^2^^ OOCnrit7t * r- 

» r ..« I sj 

22. Verfahren nach Anspruch 19, wobei mindestens ei- 
ner der ersten und zweiten Einspritzvorgange ein 
Koinjektionsvorgang ist. 



Revendications 

1 . Moule d'injection pour produire des articles surmou- 
16s (100), comprenant: 25 

une plaque 6 cavit6s (212) comportant des pre- 
mi6res et deuxi6mes cavit6s (104, 120; 216, 

220) m6nag6es dans celle-ci; 
une plaque 6 noyaux (204) comportant un 30 
noyau (56) mont6 sur celle-ci, ladite plaque 6 
noyaux (204) pouvant etre d6plac6e par rap- 
port 6 ladite plaque 6 cavit6s (212); 
une extension de cavit6 comprenant une paire 
d'6l6ments d'extension de cavit6 (64) situ6s 35 
autour dudit noyau (56), 



ladite extension de cavit6 d6finissant une configu- 
ration g6om6trique diff6rente de celle de ladite pre- 
mi6re cavit6 (104, 216). 

3. Moule d’injection selon la revendication 1 ou 2, dans 
lequel ladite deuxi6me cavit6 (120, 220) pr6sente 
un volume de cavit6 sup6rieur au volume de cavit6 
de ladite premi6re cavit6 (104, 216). 

4. Moule d'injection selon I'une quelconque des reven- 
dications 1 6 3, comprenant en outre une plaque 
d'extraction (60) situ6e entre ladite plaque 6 noyaux 
(204) et ladite plaque 6 cavit6s (212) lorsque ledit 
moule est ferm6, ladite plaque d’extraction (60) 
pouvant eire aepiacee par rapport a ladite plaque 6 
noyaux (204), et lesdits 6l6ments d’extension de ca- 
vit6 (64) 6tant mont6s sur ladite plaque d'extraction 
(60) de mani6re 6 se d§placer avec celle-ci, ladite 
plaque d'extraction (60) pouvant 6tre command6e 
afin de retirer un article moul6 hors dudit noyau (56) 
lorsque lesdits 6l6ments de cavit6 (64) se trouvent 
dans ladite position ferm6e et que ladite plaque 
d'extraction (60) est 6cart6e de ladite plaque 6 
noyaux (204). 

5. Moule d'injection selon la revendication 4, compre- 
nant en outre une plurality de noyaux (56) mont6s 
sur ladite plaque 6 noyaux (204) en un arrange- 
ment, chaque noyau (56) pr6sentant une extension 
de cavit6 qui lui est associ6e et qui est mont6e sur 
ladite plaque d'extraction (60), et dans lequel cha- 
que noyau (56) peut §tre ins6r6 dans chacune par- 
mi ladite premi6re cavit6 (104, 216) et ladite cavit6 
composite lorsque ladite plaque 6 noyaux (204) est 
d6plac6e entre une premi6re et une deuxi6me po- 
sition, respectivement. 



caract6ris6 par des moyens de commands d’ex- 
tension de cavit6 (72, 76) sur ladite plaque 6 noyaux 
(204) destin6s 6 d6placer ladite paire d'6!6ments 
d'extension de cavit6 (64) entre une position ouver- 
te dans laquelle ledit noyau (56) peut §tre ins6r6 
dans ladite premi6re cavit6 (104, 216) entre ladite 
paire d'6l6ments d'extension de cavit6 (64) et une 
position ferm6e dans laquelle ladite paire d’616- 
ments d'extension de cavit6 (64) sont combin§s 
avec ladite deuxi6me cavit6 (120, 220) afin de for- 
mer une cavit6 composite destin6e 6 recevoir ledit 
noyau (56). 

2. Moule d'injection selon la revendication 1 , dans le- 
quel ladite deuxteme cavite (120, 220) presente une 
profondeur de cavite inf6rieure £ la profondeur de 
cavite de ladite premiere cavite (104, 216), et dans 
lequel ladite extension de cavite a une profondeur 55 
substantiellement 6gale a la difference entre les 
profondeurs de caVite de ladite premiere cavite 
(104, 216) et de ladite deuxi£me cavite (120, 220), 



6. Moule d'injection selon la revendication 5, compre- 
nant en outre une plurality de chacune desdites pre- 
mieres (104, 216) et deuxiemes (120, 220) cavit6s 
dispos6es en un arrangement, et dans lequel au 
moins deux de ladite plurality de noyaux (56) peu- 
vent etre ins6res dans un nombre 6gal desdites pre- 
mieres et deuxiemes cavites, chacun desdits au 
moins deux noyaux (56) pouvant etre ins6re dans 
lesdites premieres cavites (104, 216) et dans lesdi- 
tes cavites composites lorsque ladite plaque e 
noyaux (204) se trouve dans ladite premiere posi- 
tion et dans ladite deuxieme position, respective- 
ment. 

7. Moule d’injection selon la revendication 6, dans le- 
quel ladite plaque e noyaux (204) comprend une 
tourelle (24) avec au moins deux cotes sur lesquels 
lesdits noyaux (56) sont montes, chacun desdits co- 
tes comprenant une plaque d’extraction (60) sur la- 
quelle lesdites extensions de cavite sont montees, 
chacune desdites plaques d’extraction (60) pouvant 
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dtre ddplacde par rapport audit c6td, et ladite pla- 
que £ cavitds (212) comprenant une premiere face 
sur laquelle lesdites premieres cavitds sont mon- 
ies et une deuxidme face sur laquelle lesdites 
deuxidmes cavitds sont montdes, ladite tourelle s 
pouvant toumer de manure £ amener simultand- 
ment Tun desdits au moins deux cdtds en aligne- 
ment avec ladite premidre face, et I'autre desdits au 
moins deux cdtds en alignement avec iadite deuxid- 
me face, lesdits noyaux (56) alignds avec lesdites io 
premieres cavitds (104, 216) sur ladite premiere fa- 
ce pouvant dtre insdrds dans lesdites premieres ca- 
vitds, et lesdits noyaux (56) alignds avec lesdites 
cavitds composites formdes par lesdits dldments 
d’extension de cavitd (64) et lesdites deuxidmes ca- is 
vitds (120, 220) sur ladite deuxidme face pouvant 
dtre insdrds dans lesdites cavitds composites. 

8. Moule d'injection selon la revendication 6, dans le- 
quel ladite plaque £ cavit£s (212) et ladite plaque £ 20 
noyaux (204) peuvent dtre ddplacdes I'une par rap- 
port £ I'autre entre une premi£re position, dans la- 
quelle un premier ensemble de ladite plurality de 
noyaux (56) sont alignds avec ladite plurality de 
premi£res cavit£s (104, 216), et un deuxi£me en- 25 
semble de ladite plurality de noyaux (56) sont ali- 
gn£s avec ladite plural it£ de deuxi£mes cavit£s 
(120, 220), et une deuxi£me position, dans laquelle 
(edit premier ensemble de ladite plurality de noyaux 
(56) sont align£s avec ladite plurality de deuxi£mes 30 
cavit£s (120, 220), et ledit deuxi£me ensemble de 
ladite plurality de noyaux (56) sont align£s avec la- 
dite plurality de premi£res cavitds (104, 216). 

9. Machine de moulage par injection (20, 200) pour 35 
produire des articles surmoul£s (1 00), comprenant: 

une plaque £ cavit£s (212) comportantdes pre- 
mises et deuxi£mes cavitds (104, 120; 216, 

220) m£nag£es dans celle-ci; 40 

une plaque £ noyaux (204) comportant un 
noyau (56) mont£ sur celle-ci; 
une extension de cavit£ comprenant une paire 
d'6l£ments d'extension de cavit£ (64) position- 
n£s autour dudit noyau (56); et 45 

une unit£ de serrage de moule pour ouvrir et 
former ledit moule, 

caractdrisde par 

des moyens de commando d'extension de cavit£ so 
(72, 76) sur ladite plaque £ noyaux (204) servant £ 
d£placer ladite paire d'dldments d'extension de ca- 
vitd (64) entre une position ouverte, dans laquelle 
ledit noyau (56) peut dtre insdrd dans ladite premid- 
re cavitd (104, 216) entre ladite paire d'dldments 55 
d'extension de cavit£ (64), et une position fermde, 
dans laquelle ladite paire d'dldments d’extension de 
cavit£ (64) sont combin£s avec ladite deuxi£me ca- 



vit£ (120, 220) pour former une cavit£ composite 
destin£e £ recevoir ledit noyau (56); et dans laquel- 
le ladite unit£ de serrage de moule peut dtre com- 
mandos avec lesdits moyens de commands de ca- 
vit£ (72, 76) pour fermer ledit moule en insdrant ledit 
noyau (56) dans ladite premidre cavitd (104, 216) 
lorsque lesdits dldments d'extension de cavitd (64) 
se trouvent dans ladite position ouverte et pour for- 
mer ledit moule en insdrant ledit noyau (56) dans 
ladite cavit£ composite lorsque lesdits 6l£ments 
d’extension de cavitd (64) se trouvent dans ladite 
position fermde. 

10. Machine de moulage par injection selon la revendi- 
cation 9, comprenant en outre une plaque d'extrac- 
tion (60) situ£e entre ladite plaque £ noyaux (204) 
et ladite plaque £ cavitds (212) lorsque (edit moule 
est ferm£, ladite plaque d'extraction (60) pouvant 
dtre d£plac£e par rapport £ ladite plaque £ noyaux 
(204), et lesdits £!£ments d'extension de cavit£ (64) 
£tant months sur ladite plaque d'extraction (60) de 
mani£re £ se d£placer avec celle-ci, ladite plaque 
d'extraction (60) pouvant dtre utilis£e afin de retirer 
un article mould hors dudit noyau (56) lorsque les- 
dits dldments de cavitd (64) se trouvent dans ladite 
position fermde et que ladite plaque d'extraction 
(60) est dcartde de ladite plaque £ noyaux (204). 

1 1 . Machine de moulage par injection selon I'une quel- 
conque des revendications 9 ou 10, comprenant en 
outre une pluralitd de noyaux (56) montds sur ladite 
plaque £ noyaux (204) en un arrangement, chaque 
noyau (56) prdsentant un dldment d'extension de 
cavitd (64) qui lui est associd et qui est montd sur 
ladite plaque d’extraction (60), et dans laquelle la- 
dite unitd de serrage de moule peut dtre comman- 
dde pour insdrer chaque noyau (56) dans chacune 
desdites premidres et deuxidmes cavitds de telle 
sorte que chaque noyau (56) soit d'abord insdrd 
dans ladite premidre cavitd (104, 216), et soit en- 
suite insdrd dans ladite cavitd composite. 

12. Machine de moulage par injection selon la revendi- 
cation 11 , comprenant en outre une pluralitd de cha- 
cune desdites premidres et deuxidmes cavitds 
(1 04, 21 6; 120, 220) disposdes en un arrangement, 
et dans laquelle ladite unitd de serrage de moule 
peut dtre commandde pour insdrer au moins deux 
de ladite pluralitd de noyaux (56) dans un nombre 
dgal desdites premidres et deuxidmes cavitds (1 04, 
216; 120, 220), chacun des au moins deux noyaux 
(56) dtant altemativement insdrd dans des cavitds 
respectives desdites premidres cavitds (104, 216) 
et desdites cavitds composites. 

13. Machine de moulage par injection selon la revendi- 
cation 12, dans laquelle ladite plaque £ noyaux 
(204) comprend une tourelle (24) avec au moins 
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deux cotes sur lesquels lesdits noyaux (56) sont 
montes, chacun desdits cotes comprenant une pla- 
que d'extraction (60) sur laquelle lesdites exten- 
sions de cavite (64) sont montees, chacune desdi- 
tes plaques d'extraction (60) pouvant etre deplac6e 
par rapport audit c6t6, et ladite plaque k cavites 
(212) comprenant une premtere face sur laquelle 
lesdites premieres cavites (104, 216) sont montees 
et une deuxteme face sur laquelle lesdites deuxte- 
mes cavites (1 20, 220) sont montees, ladite tourelle 
(24) pouvant toumer de mantere k amener simulta- 
rtement I'un desdits au moins deux cotes en aligne- 
ment avec ladite premtere face, et I’autre desdits au 
moins deux cdtes en alignement avec ladite deuxte- 

me fare, larlito i ini+A Ho eorronn :__X a 

— UO IllV/Uia II IOCI dl It 

lesdits noyaux (56) sur ladite premtere face dans 
lesdites premteres cavites (104, 21 6) sur ladite pre- 
mtere face, et insurant les noyaux (56) sur ladite 
deuxteme face dans des cavites composites for- 
ntees par lesdits 6tements d’extension de cavite 
(64) et lesdites deuxtemes cavites (120, 220) sur 
ladite deuxteme face. 
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14. Machine de moulage par injection selon la revendi- 
cation 12 ou 13, dans laquelle ladite plaque d cavi- 25 
t6s (212) et ladite plaque £ noyaux (204) peuvent 
§tre d6plac6es I’une par rapport 3 I’autre entre une 
premtere position, dans laquelle un premier ensem- 
ble de ladite plurality de noyaux (56) sont alignds 
avec ladite plurality de premteres cavites (104, 30 
216), et un deuxteme ensemble de ladite plurality 
de noyaux (56) sont alignSs avec ladite pluralite de 
deuxtemes cavites (120, 220), et une deuxteme po- 
sition, dans laquelle ledit premier ensemble de la- 
dite pluralite de noyaux (56) sont align6s avec ladite 35 
pluralite de deuxtemes cavites (120, 220), et ledit 
deuxteme ensemble de ladite pluralite de noyaux 
(56) sont align£s avec ladite pluralite de premteres 
cavites (104, 216). 

40 

15. Machine de moulage par injection selon la revendi- 
cation 14, dans laquelle ladite plaque d noyaux 
(204) peut toumer par rapport £ ladite plaque 3 ca- 
vites (212) de mantere £ dSplacer ladite plaque d 
noyaux (204) entre lesdites premtere et deuxteme 45 
positions. 



16. Machine de moulage par injection selon I’une quel- 
conque desdites revendications 9 ci 1 5, comprenant 

en outre des moyens pour placer un insert entre la- so 
dite premtere cavite (104, 216), avant la fermeture 
dudit moule par ladite unite de serrage de moule en 
insurant ledit noyau (56) dans ladite premtere cavite 
(104,216). 

55 

17. Machine de moulage par injection selon I’une quel- 
conque des revendications 9 a 16, comprenant en 
outre des moyens pour placer un insert dans ladite 



cavite composite, avant la fermeture dudit moule 
par ladite unite de serrage de moule en insurant le- 
dit noyau (56) dans ladite cavite composite. 

18. Machine de moulage par injection selon la revendi- 
cation 11, comprenant en outre au moins deux pai- 
res de coulisses (68) montees sur ladite plaque 
d’extraction (60) et commandoes pour se dOplacer 
lateralement par rapport auxdits noyaux (56), cha- 
que coulisse dans une desdites paires Otant reltee 
0 une coulisse respective dans I’autre desdites pai- 
res par une tige de raccordement (76), de telle sorte 
que tout dOplacement lateral d’une coulisse entrat- 
ne un dOplacement lateral correspondant de ladite 
autre coulisse respective. 

19. ProcOdO de moulage par injection d’un article sur- 
moute, comprenant les Stapes consistant 0: 

(i) dOplacer une extension de cavite assoctee 
0 un noyau (56) dans une position dOsengagOe; 

(ii) insurer ledit noyau (56) dans une premtere 
cavite (104, 216) prSsentant un volume dOfini 
et une premtere configuration gSomStrique; 

(iii) exOcuter une premtere operation d’injection 
dans ladite premtere cavite (104, 216) afin de 
former une premtere couche dudit article; 

(iv) retirer ledit noyau (56) hors de ladite pre- 
mtere cavite (104, 216) avec ladite premtere 
couche dudit article sur ledit noyau (56); 

(v) dSplacer ladite extension de cavite (64) 
dans une position d’engagement; 

(vi) insurer ledit noyau (56) et ladite premtere 
couche dans une deuxteme cavite (120, 220), 
ladite deuxteme cavite (120, 220) et ladite ex- 
tension de cavite s’engageant mutuellement de 
mantere d former une cavite composite ptesen- 
tant un volume plus grand que ledit volume d6- 
fini et d&finissant une deuxteme configuration 
gSorrtetrique; 

(vii) exporter une deuxteme operation d’injec- 
tion dans ladite cavite composite afin de sur- 
mouler ladite premtere couche pour former un 
article; 

(viii) sSparer ledit noyau (56) et ladite extension 
de cavite de ladite deuxteme cavite (120, 220) 
afin de retirer ledit article hors de celle-ci; et 
(ix) dSplacer ladite extension de cavite par rap- 
port audit noyau (56) afin de retirer ledit article 
hors dudit noyau (56). 

20. ProcSdS selon la revendication 19, dans lequel la- 
dite extension de cavite comprend deux Stements 
d’extension de cavite (64) qui peuvent etre displa- 
ces lateralement en direction et S I’ecart dudit noyau 
(56), ladite position dSsengagee etant obtenue lors- 
que lesdits deux elements d’extension de cavite 
(64) sont eloignSs dudit noyau (56), et ladite posi- 
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tion engag6e 6tant obtanue lorsque lesdits 616- 
ments d'extension de cavit6 (64) sont rapproch6s 
dudit noyau (56) de mani6re 6 s'engager mutuelle- 
ment. 

21. Proc6d6 selon la revendication 19, dans lequel les- 
dltes prem!6re et deuxi6me op6rations d’injection 
Injectent la m§me mati6re dans lesdltes premi6res 
et deuxi6mes cavit6s (104, 216; 120, 220). 

22. Proc6d6 selon la revendication 19, dans lequel au 
moins une desdites premi6re et deux!6me op6ra- 
tions d’lnjectlon est une 6tape de co-injection. 
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